de di + 


Work Order ID 54916 
January 5, 2010 9:45: 19 AM. 


Item ID: D206-642-241 
Revision ID: 


[tem Name: Replacement Skidtube 


Start Date: — 05/01/2010 ., Start Qty: 1.00 


iii 


Accept 


II 


Cz Item ID: 


A 


Run 


Sep sar "B 


sr M 
pi Lu M | 


DUI f 


¿Quality Control 


za 


Required Date: 18/01/2010 Req'd Qty: 1.00 WEIER b stoner: 
'Reference: : li 
Ehe E AAA SE m EE E — 
Approvals: Process Plan: WA |... Date: ⁄/ O-/-OS Tooling: NN TER Date E 
QC: _ Date |... | SPC YIN): NOE Date mte 
Sequence ID/ Operation. MEM Set Un — Draw Draw Plan 
Work Center ID Description Run Hours Number Rev. Code 
Draw Nbr Revision Nbr 
D2650 Rev F I 
100 0.00 I . 
IN H uiii li DOCUMENT CONTROL 
DC Memo 9.00 
Document Control Photocopy bluefile & type labels per PPP D206-642241 mot YA 
o? 
110 0.00 
UCI SE 
Skidtubes Memo 0.00 
Skidtubes 1-Deburr Fwd edge of tube: :2- Remove ridge on inside of Fwdedge of tube as 
per Dwg D2650:33-Weld Fwd Cap as per Dwg D2650. Use aluminum rod. 
Grind D2647 to fit as required. Pick: ‘Qty Part 225 
DescriptionBatch".A/R — Aluminum Rod/22// 2 oz 2446 
m" 860 
120 QC6- inspect dimensions to drawing 0.00 
BER RM 2 Elda 
QC Memo 0.09 


Accept Reject Reject Insp. 


Qty 


NE 


Number 


Dart Aerospace Ltd pe" 
W/O: WORK ORDER CHANGES T 


Approval 
DATE | STEP PROCEDURE CHANGE By Qty | Chief Eng/ Approval 
Prod Mgr spector 


Part No: PAR #: Fault Category: NCR: Yes No DOA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 


WORK ORDER NON-CONFORMANCE (NCR) 


COrrecuve Action SE E KZ EH 


NL AA of NC 
ES stes NL AA A Action Description lcd [o Chief E QC E 
Chief Eng Chief Eng Date 


NOTE: Date & initial ali entries 


H:\fFORMS\Quality Assurance\approved QANCRWO RevE 


Routing Print — 


January e 2010 10:54:04 AM 


Std Process ID/ 
Description % 


Routing Seq ID/ Work Center ID Tool Kit/Tape 
Description/ Memo 
Item ID: D206-642-241 — 


Routing Type: Production 
100 DC 


DOCUMENT 
CONTROL 


Photocopy bluefile & type labels per PPP D206-642-241 


‘Item Name: Replacement Skidtube 


CHGO005 
D Total for Routing Sequence | 100] : 
100.0096 


110 Skidtubes 


Skidtubes 
1-Deburr Fwd edge of tube 


2- Remove ridge on inside of Fwd edge of tube as per Dwg D2650 

3-Weld Fwd Cap as per Dwg D2650. Use aluminum rod. Grind D2647 to fit as required. 
Se ¡Part Number! " Description Batch 

A/R!:j X Aluminum Rod 

4-Grind weld flush to cap on top surface only. y 

5-Cut Aft end as per dwg 2650 from front of tube and Deburr 
6-Remove inner indexing ridge on Aft end of skidtube as per Dwg D2650 
7-Open holes for Aft end cap as per Dwg D2650 with #30 Drill Bit using DT8025. 


8-Drill pilot holes using Dt 8167. 


9-Locate DT8732 from inner Aft saddle hole & 3rd crossbolt hole. Insert D3286-1 doubler using DT8732 & D206-642-241-T1, then locating doubler off of 3/16" 


holes, cleco DT8732 & doubler leaving DT8732 for added support. 


10- Drill D3286-1 doubler rivet holes in tube using # 30 drill, spot drilling doubler at the same time. 


11-Working from the center out, drill # 30 holes into D3286-1 doubler. Cleco each hole as it is being drilled. Verify angle of holes to accommodate rivet heads 


‘12-Remove 3/16" cleco's only and open GHW holes to 00.500" as per Dwg D2650 
13-Remove D3286-1 doubers, identify orientation, deburr, then attach them to the workorder 
14-Remove indexing edge using DT8741 as per Dwg D2650 


15-C'sink GHW rivet holes as per Dwg D2650 


Total for Routing Sequence | 110] : 


Queue 


100.0096 


0.0000 


Af 


0.0000 


Setup 
Time Time Time 
0.0000 0.0000 0.0000 
0.0000 0.0000 0.0000 
f 0.0000 0.0000 ` 0.0000 
0.0000 0.0000 0.0000 
00000 | 010000 0.0000 


0.0000 


Labor 
Time 


0.0000 
0.0000 


0.0000 
0.0000 
0.0000 


0.0000 


Page lof 5 
Move Var. Outpl/ I 
Time Outpl. LT 
0.0000 0.0000 
0.0000 
0.0000 ` 0.0000 
0.0000 0.0000 
0.0000 


li 


0.0000 


0.0000 


Routing Print 


Page 2 of 5 
January 7, 2010 10:54:06 AM 
Routing Seq ID/ Ww rk Center ID E Tool Kit/Tape an Std Process ID/ _ Yield I Queue ` e: Setup u Machine D Labor Move Var. Outpl/ 
Description/Memo Description Yo Time Time Time Time Time Outpl. LT 
“120 QC — uw OC I | 100.0000 — 0000 0.0000 0.0000 ` 000 ` 00000 0.0000 
QC6- Inspect 100.00% 0.0000 0.0000 0.0000 0.0000 0.0000 
dimensions to 
T ; "M PM Total for Routing Sequence [ 120] : 0.0000 ` ^ 0.0000 0.0000 — 0.0000 — 0.0000 0.0000 
130 Skidtubes 100.0096 0.0000 0.0000 0.0000 0.0000 0.0000 0.0000 
Skidtubes 0.0000 0.0000 0.0000 0.0000 | 0.0000 
1-Open crossbolt holes to (00.3125" 
2-Drill pilot holes using DT8028-3, then open to 0.297" as per Dwg D2650. Open Aft cap hole #6. \ An \ OQ J Jt] 
3-Deburr tube and blow out chips from inside the tube 
i _ -- "oS Total for Routing Sequence | 130] : . 0.0000 , 0.0000 0.0000 0.0000 — 0.0000 0.0000 
140 HandFinish HandFinishl 100.0096 0.0000 0.0000 0.0000 0.0000 0.0000 0.0000 
Chemical 100.0096 0.0000 0.0000 0.0000 0.0000 0.0000 
Conversion Coat 
per QS1005 4.1 EE Uh o/ ( /“ f 
EE ; . . Total for Routing Sequence | 140]: 0.0000 X» 0.0000 0.0000 0.0000 . 0.0000 0.0000 
150 QC QC3 100.0096 0.0000 0.0000 0.0000 0.0000 0.0000 0.0000 
QC3- Inspect Part 100.0096 0.0000 000 0.0000 0.0000 0.0000 
Finish MORES Lol «ile 
"E I _ ` Total for Routing Sequence | 150] : 0.0000 - 0.0000 0.0000. 0.0000 0.0000 0.0000 
160 Skidtubes 100.00% 0.0000 0.0000 0.0000 0.0000 0.0000 0.0000 
Skidtubes . 0.0000 .. 0.0000 0.0000 | 0.0000 0.0000 
1-Open holes to finished size as per Dwg D2650, D2650-3 Drilling Detail (without cutting fluid) 
2-C'sink crossbolt spacer holes as per Dwg D2650(without cutting fluid) a (2 yA / ft / f 
3-Deburr and blow out all chips from inside the tube 
Feces te ___ _ Total for Routing Sequence | 160] : 0.0000 — 0.0000 0.0000 0.0000 0.0000 0.0000 
170 OC QC6 100.0095 0.0000 0.0000 0.0000 0.0000 0.0000 0.0000 
QC6- Inspect 100.0096 0.0000 0.0000 0.0000 0.0000 0.0000 


dimensions to < 
drawing o C foloclV] 


Total for Routing Sequence | 170] : 0.0000 ` 0.0000 0.0000 — 0.0000 ` 0.0000 0.0000 


E, S us ZE a 


Routing Prin 
0 g Page 3 of 5 
January 7, 2010 10:54:07 AM 
l e Routing Seq ID/ Work Center ID i Tool Kit/Tape ‘Std Process ID/ Yield Í Queue mE Setup | ^ Machine Labor — Move Var. Outpl/ 
Description/Memo Description Yo Time Time Time Time Time Outpl. LT 
/ 18 — — Skidtubes  —  — Wé 100.0096 0.0000 0.0000 ` 00000 0.0000 0.0000 0.0000 
Skidtubes 0.0000 .. 0.0000 . 0.0000 ` 0.0000 | 00000 ./— |. 
1-Locate, install and rivet doublers as per Dwg D2650. Micro-shave rivets as required 
2-Bond D2654-3 web in place as per QSI 015. Ensure holes line up.Allow 12 Hrs. cure time before cutting 
Start Date LG + "Time: 3-689 (| 
Finish Date) YALI / 2, “Time: | 421732974 H lo YA! / E 
Pick: 
Qty . ¡Part Number! !Description| !Batch 
AIR" Sikaflex-29101_ (9 IAS Wi: 
Sikaflex expire date! ` 10/2/92 
: : Total for Routing Sequence | 180]: — — 0.0000 0.0000 ` 0.0000 0.0000 — 00000 0.0000 
190 QC QCS 100.0096 0.0000 0.0000 0.0000 0.0000 0.0000 0.0000 
QC5- Inspect part 100.00% 0.0000 0.0000 0.0000 0.0000 0.0000 
completeness to / 
step on W/O NE S ^ «cl UN LL f f . 
i = ee "P Total for Routing Seguence | 190] Po 0.0000 0.0000 0.0000 0.0000 0.0000 0.0000 
200 Skidtubes 100.00% 0.0000 0.0000 0.0000 0.0000 0.0000 0.0000 
Skidtubes ; . . 0.0000 000 | 0.0000 ` 0.0000 0.0000 
1-remove alodine from around hole and prepare for welding GAC eye 4 13 
2-Prep per QSI 005 and Insert D2649 crossbolt spacers. Weld as per QSI 004 and Dwg D2650. Remember to back drill each hole to 0.25" before welding the other 
side. Use aluminum rod. 
Pick: 
Qty. ‘Part Number! Description! Batc R. 
A/R Aluminum Rod: oZ £ tofo 
3-Grind welds flush as per Dwg D2650. ~. WM) /O-/¿- 7 
4-Using DT8733, insert (2) D3286-3 spacers as per QS] 004 and Dwg D2650. Remember to back drill each hole to 00.402" before welding other side. Use SS rod 
as required. un ~ 
AR SSRod AWE BL 70-7 pa vi Dy 
5-Counterbore 5/16" x 0.750" deep except 7th hole from Aft end as per Dwg D2650. Deburr di I 
| Total for Routing Sequence | 200] : 0.0000 0.0000 ` 00000 0.0000 0.0000 0.0000 
210 HandFinish 100.0096 0.0000 0.0000 0.0000 0.0000 0.0000 0.0000 
HandFinishing 0.0000 0.0000 0.0000 0.0000 0.0000 
Al l2/1/ £^ rot doni z Qupd e aka e as Spe: 
Install D2680-041 Nut Plate as per Dwg D2650 
Total for Routing Sequence | 210|: — 0.0000 0.0000 0.0000 0.0000. 0.0000 0.0000 


in Print. 
Routin g Page 4 of 5 
January 7, 2010 10:54:07 AM I ; o » ' , I D 
| ` Routing Seq ID Work Center ID Tool Kit/Tape Std Process ID/ Yield E Queue I Setup - Machine Labor Move Var. Outpl/ 
Description/Memo Description % Time Time Time Time Time Outpl. LT 
220 I QC "cA AUS OCH 100.0095 0.0000 ` 010000 0.0000 0.0000 | 0.0000 | 000 
QC9- Inspect visual — 100.0096 0.0000 0.0000 0.0000 0.0000 0.0000 
per QSIO04- Fusion ^ / 
Welds AI Ata Sul “2 
VIX I TEA Total for Routing Sequence [220]: 0.0000 0.0000 0.0000 0.0000 . 9.0000 0.0000 
230 QC QCS5 100.00% 0.0000 0.0000 0.0000 0.0000 0.0000 0.0000 - 
| OC5- Inspect part 100.00% 0.0000 0.0000 0.0000 0.0000 0.0000 
| completeness to l | 
step on W/O = (e ol 2 J " 
REENEN ee D I Total for Routing Sequence | 230] : — 0.0000 0.0000 0.0000 0.0000 . 0.0000 ` 0.0000 
240 HandFinish HandFinish2 100.0095 0.0000 0.0000 0.0000 0.0000 0.0000 - 0.0000 
Pressure Wash per 100.0096 0.0000 0.0000 0.0000 0.0000 0.0000 
QSIO005 4.3 a ad MER ; Get 
JJ cete Ü 
EE I ——~ Total for Routing Sequence | 240]: — 0.0000 0.0000 0.0000 — 0.0000 0.0000 — . 0.0000 
250 Powdercoat Powdercoatl 100.00% 0.0000 0.0000 0.0000 0.0000 0.0000 0.0000 
White 100.00% 0.0000 0.0000 0.0000 0.0000 0.0000 
Gloss(Ref:4.3.5.1) 
y í per QSI005 4.3- 
M3 {40 "d m 
STARTTIME [10pm = IÜ-ot-2 G &U 
OVEN TEMPERATURE: Š 20° (^ ) 
FINISH TIME: Ls y IN 
Bi > En n B > a Ke ya Routing Sequence [250]: ` 0.0000 0.0000 0.0000 — ^ 0.0000 0.0000 ` 0.0000 
260 QC 100.0096 0.0000 0.0000 0.0000 0.0000 0.0000 0.0000 
RR Inspect Part 100.00% 0.0000 0.0000 0.0000 0.0000 0.0000 
Finish VA gen . 
. Total for Routin ink ce | di E < .0000 0.0699 0.0000 0.0000 0.0000 0.0000 


i hs ` re ITI Laya dog iif PAA MU de AO e s deer tege eer Ard To ES AE A A gata éi E Cn m We 
uti in 
Routing Print Page 5 of 5 
January 7, 2010 10:54:07 AM LLL ERC SR "n WA l TEMPER 
Routing Seq 1D/ Work Center ID. ` Tool Kit/Tape Std Process ID/ Yield I Queue : I Setup Machine “Labor Move Var. Outpl/ 
Description/Memo Description Yo Time Time Time Time Time Outpl. LT 
0.20 HadFinish ` LS | — — 100006 — 000 0.0000 0.0000 0.0000 ` 0.0000 0.0000 
HandFinishing _ 9.0000 . 0.0000 | ^ 0.0000 0.0000 | 0.0000 
1- Install inserts & wearpads as per jg D2922. Use a drop of Sikaflex inside insert holes before installing wearpad/wearplate. 7 
A/Ri °°) Sikaflex-291! BIN 
Sikaflex expire date: i 
2-Install D2651-3 O-Rings on D2651-1 plugs with Petroleum Jelly and install plugs as per Dwg D2650 (D2650-3 detail). Cleañ excess adhesive. Bi 29 
- 
3-Install MS27039-4-06 Screw as per DEO 9153. y A /0 
4 -Install D2646 Aft Cap and seal with Sikaflex. Clean excess adhesive A ZI = 2 f 
AR: 1: ISikaflex-291: DIAS. 
Sikaflex expire date:[]__; 2 Lo y 
ex 
5 -Wing Walk as per Dwg D2650-3 and QSI 005 4.4 
A/R Batch: d "vf P / Y SA 
Batch: IEN 4 SY Ke Y 2 / 
TR EE MERA f ___ Total for Routing Sequence | 270]: — 0.0000 ` 0.0000 ` 0.0000 0.0000 0.0000 — 0.0000 
300 QC OCH 100.0096 0.0000 0.0000 0.0000 0.0000 0.0000 0.0000 
QC5- Inspect part 100.0096 0.0000 0.0000 0.0000 0.0000 0.0000 
completeness to > 
step on W/O PM > tol ot 21. Qo 
SAPE: M mn _ ____ _ Total for Routing Sequence | 300] : 0.0000 0.0000 ` 0.0000 0.0000 0.0000 0.0000 
310 Packaging 100.00% 0.0000 0.0000 0.0000 0.0000 0.0000 0.0000 
Packaging . . 0.0000 ` 0.0000 .0.0000 0.0000 0.0000 
Identify and pack for shipping as per PPP D206-664-241 
Location: 
PPP Rev: 
. EA ONE 5 against < 2 . Total for Routing Sequence | 310] : 0.0000 0.0000 0.0000 - 0.0000 ` 0.0000 0.0000 
320 QC QC21 100.0096 0.0000 0.0000 0.0000 0.0000 0.0000 0.0000 
QC21- Final 100.00% 0.0000 0.0000 0.0000 0.0000 0.0000 
Inspection - Work 
Order Release T er "T M I f 
o m a ___ Total for Routing Sequence | 320]: — 0.0000 — 000 0.0000 0.0000 — 00000 0.0000 


0.0000 0.0000 0.0000 0.0000 0.0000 0.0000 


` tea 1: Ls EL III 
Revision ID: 
Ttem Name: Replactment Skidtube 
Start Date: 05/01/2010 Start Qty: 1.00 IR „a Cust Item ID: 
Required Date: 18/0 ¿010 Req'd Qty: 1.00 DIE WI š; Customer: 
Reference: 
Approvals: Process Plan: ` o Date _ Tooling: "m Date: |  — 
QC:  . . Date SPC (Y/N): MEN _ Date: | | | — 
Sequence iD i Operation n m i Set Up/ o Draw Draw Plan Accept - 
Work Center ID Description Run Hours Number Rev. Code Qty 
130 0.00 
Mo at ER Kä 
Skidtubes Memo 0.00 
Skidtubes 1-Open crossbolt holes to 00.3125" -;2-Drill pilot holes using DT8028-3, then 
open to 00.297" as per Dwg D2650. Open Aft cap hole #6.03-Deburr tube and 
blow out chips from inside the tube 
140 Chemical Conversion Coat per QSIQ05 4.1 0.00 I 
HHWH 
HandFinish Memo 0.00 
Hand Finishing 
150 QC3- Inspect Part Finish 0.00 
d 
WË (t) 
QC Memeo 6.00 


Work Order IE ID 54916 
WAN 2010 9: 45: AM | 8 


Quality Control 


D206- 642-241 


t 


Seep stare TB 


sep UN 
Rum Start RO 
-— — HII 
M or 


W ofc 


BE. "gon 


Dart Aerospace Ltd 
WORK ORDER CHANGES 


Approval Approval 


OC Inspector 


DATE | STEP PROCEDURE CHANGE Chief Eng / 


Part No: PAR #: Fault Category: NCR: Yes No DOA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Description of NC Corrective Action Section Verification EE Approval 
i Section A Initial Action Description Sign & Section C Chief EE QC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date & initia! all entries 


HMFORMS Quality Assurance\approved QA\NCRWO RevE 


D 
D 
LA Sie . 


Work Order ID 54916 HII Pago 
E 


EE EE en ` 


Revision ID: 


Mem Name: Replacement Skidmbe | sep WIRE 
Start Date: 05/01/2010 Start Qty: 100 Uu e Cust Item ID: M 
Required Date: 1891/2010 Req'd Qty: 1.00 HI E Customer: LAM 
Reference: š 3 I 
Mu Ap e EE C YA ERE 
Approvals: Process Plan: Date — A Tooling: e Date 
, Sto 

QC: lur cerco. COMES C SPEAN "antec DAE ed A 
Sequence 1D/ ° Operation — OOOO SetUp/ =- Draw Draw Plan Accept Reject Reject Insp. —— 
Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 
160 0.00 
MIN nam ) / 
Skidtubes Memo 0.00 iq ev CT h (2/1/41 “is 
Skidtubes 1-Open holes to finished size as per Dwg D2650, D2650-3 Drilling Detail Š 


(without cutting fluid); :2-C'sink crossbolt spacer holes as per Dwg 
D2650(without cutting fluid) 3-Debusr and blow out all chips from inside the 


tube 
170 QC6- Inspect dimensions to drawing 0.00 i 
GITT > Sell @Q aee 
Qc Memo 0.00 I 
Quality Control 
186 z 0.00 
UTERE Skidtubes 
Skidtubes i Memo 0.00 Ë + VAT 
Skidtubes 1-Locate, install and rivet doublers as per Dwg D2650. Micro-shave rivets as 


required: :2-Bond D2634-3 web in place as per QS1 015. Ensure holes line 


—  upAllow 12 Hrs. cure time before cutting Start H | 
Date: Time: "Finish Date: yo / 1143 Time ZO! Ost OL ( zi > 


Dart Aerospace Ltd 


WORK ORDER CHANGES 
Approval 


Prod Mgr 


DATE | STEP PROCEDURE CHANGE y| Date | Chief Eng / 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 


| d of NC Verification Kc) p 
a e | d A Action Description Chief Kc) OC p 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMS Quality Assurance\approved QA\NCRWO RevE 


Work Order ID 5 
January 5, 2010 9:45:19 AM 


491 


Kem lp — D206642241 EN UD scum see | 
Revision ID: | i 
Mem Name: Replacement Skidtube ; e MIN 
Start Date: 95/01/2010 Start Qty: 1.00 II s Cut Item ID: š: 
Required Date! 8/01/2010 Req'd Qty: 1.00 HAT ud Customer: Š 
Reference: I 
Wee pus COE" was Mire EM AT 
Approvals: Process Plan: | . ` Date: Tooling: Date: > 
QC sulco. Date SPC (Y/N) Date; A 

Sequence ID/ Operation m ~ Set Uni Draw Draw Plan Accept Reject Reject Insp. — 
Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 
190 QCS- Inspect part completeness to step on W/O 0.08 
milli es ll Doo 
Qe Memo 0.00 d 
Quality Control 
200 9.00 
Db e f AL mapipa 
Skidtubes Memo 0.00 I š EC E CT Zei 
Skidtubes 1-remove alodine from around hole and prepare for welding '2-Imert D2649 

crossbolt spacers. Weldas per QS! 004 and Dwg D2650. Remember to back 

dril! each hole to 0.25" before welding the other side. Use aluminum 

rod. Pick:'"QtyPart NumberDescripticnBat 
210 9:00 
MEER M basa WAA NAA 
HandFinish Memo 0.00 DUET ua 


Hand Finishing 


Instail D2680-041 Nut Plate as per Dwg D2656 


Dart Aerospace Ltd 
WORK ORDER CHANGES 


Approval | Approval 


Prod Mar QC Inspector 


DATE | STEP PROCEDURE CHANGE Chief Eng / 


Part No: — PAR: Fault Category: NCR: Yes No DQA: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 


a uN of NC m E a 
Ka E a uN A Action Description m C Chief E QC a 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevE 


Ke e 


Work Order ID 54916 
VOU e A aa E 


Rem ID: D206-642-241 
Revision ID: 


Item Name: Replacement Skidtube 


III 


Start Date: — 05/01/2010 Start Qty: 1.00 
Requiredz?ate: 18/01/2010 Req'd Qty: 1.00 


Reference. 
Approvals: Process Plan: Date 
QC: a. Date 

Sequence ID/ Operation 
Work Center ID Description 

220 QC9- Inspect visual per QSIO04- Fusion Welds 
Ili 

QC Memo 

Quality Control 

230 QC5- Inspect part completeness to step on W/O 
LOL, 

QC Memo 

Quality Control 

240 Pressure Wash per QS1005 4.3 

HERR TAM 

HandFinish Memo 


Hand Finishing 


EE WANA 


Accept 


IA ANTOINE 
ug Cust Item ID: 
P Customer: 
Tooling: ECKE EE Date _ 2 — 
SPC (Y/N): | Dates 0 
SeUp — Draw ` Draw Plan Accept 
Run Hours Number Rev. Code Qty 
0.00 
Qc9?— PD 10.01.90 
00 ` e ien A 5 a ha 
0.00 


sep start INN 
XN AN 


x= 
SER 


kon Sare NAN 
UM 


Reject 
Qty 


Reject — Insp. I 
Number Stamp 


Dart Aerospace Ltd 


WORK ORDER CHANGES 
Approval 


DATE | STEP PROCEDURE CHANGE Chief Eng / 


Prod Mgr 


Part No: |. PAR tt: Fault Category: NCR: Yes No DOA: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 
Wo GB of NC Verification cd E 
owe ene Wo GB A Initial Action Description Sign & Section C Chief EA ac E 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMS Quality Assurance\approved QANCRW O RevE 


Work Order ID 54916 
E 


Item ID: 


D206-642-241 


E IUIÓU 


Accept 


III @s< sere 
Revision ID: 
Item Name: Replacement Skidtube Stop 
Start h. te: 05/01/2010 Start Qty: 1.00 |D pt Cust Item ID: m. 
Requiz:ed Date: 18/01/2010 Req'd Qty: 1.00 EUH ES Customer: CH 
Refe: ence: ^ ; 
"—— s t 2 he Quitters nn oe ee ee en REM Run Start 
Approvals: Process Plan: — Date: |... Tooling: . |... | |. Date mM 
f - Sto 
Dates |. SPC(YINY O —. Date EN E 
Sequence ID/ E Operation Set Up — |. Draw Draw Pian Accept. Reject 
Work Center ID Description Run Hours Number Rev. Code Qty Qty 
250 White Gloss(Ref:4.3.5.1) per QSI005 4.3-Alum 0.00 
PM EA MISHA 553 dad): Aa 
Powdercoat Memo 0.00 =N y K -O(* 26: AA 7... 
Powder Coating START TIME: 


HIT 


Ouality Control 


HI 


andFinish 
Hand Finishing 


11 90 7 -SFINISH TIME 


QC3- Inspect Part Finish Al 
À JONAS, 


0.00 


Memo 


0.00 


e 


1! 10 OVEN TEMPERATURE: 
EC eh sd 


0.00 
HandFinishing 
Memo 0.00 DEN UE EET 
1- Install inserts & wearpads as per dwg D2922. Use a drop of Sikaflex inside 7A 4 @ 
mac /M /o-A- Y, 2 


insert holes befor: installing wearpad/wea 
29V, USikaflez expire date 


RSikaflex- 
S010 ` 2-Install D2651- 


30 ings on D2651-1 piugs with Petroleum 


Reject Insp. 
Number Stamp 


mmm 


TUM 


III 
III 


Dart Aerospace Ltd 
WORK ORDER CHANGES 


Approval 
DATE | STEP PROCEDURE CHANGE By) Dee | aty| Chief Eng / AP 


Part No: |... PAR st: Fault Category: NCR: Yes No DQA: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B V K — E E 


Mi Am of NC 
(we m Mi Am A Initial Action Description codi & E C Chief E ac E 
Chief Eng Chief Eng codi 


NOTE: Date 4 initial all entries 


HMFORMSQuality Assurance\approved QA\NCRWO RevE 


Work Order ID 54916 
January 5, 2010 9: 45: WAM AE 


K. IN 


Hem ID: D206- 642-241 

Revision ID: 

item Name: Replacement Skidtube 

Start Date: 05/01/2010 Start Qty: 1.00 


a 


Required Date: 18/01/2010 Req'd Qty: 1.00 A 


HII 
HII 


Acor. 


Ss "install D2646 Aft Cap and seal with Sikaflex. Clean excess adhesive 


Relerenee: 
Approvals: Process Pian: — Date 
QC: | Date 
Sequence ID) Operation = — 
Work Center ID Description 
mui SE 
HandFinish Memo 
Hand Finishing 
Am 291 
290 QC3- Inspect Part Finish 
DoD 
QC Memo 
Quality Control 


mt 


Quality Control 


Memo 


QC5- Inspect part completeness to step on W/O 


Sikaflex expire date; 


J 


0.00 
5:50 2) Sai 


ZA 


0.00 


| 0- O17 
Wing Walk as per Dug D2650-3 and QS! 005 4.4.Batch: “MH 2 5 E SS on 


E UU ETE NAN 

se ANNANN 

ag a e AND 
< = "mmm 


Dart Aerospace Lid 


WORK ORDER CHANGES 


Approval 
DATE | STEP PROCEDURE CHANGE By | Date Chief Eng / Approval 
Prod Mgr nspector 


Part No: _ PAR #: Fault Category: NCR: Yes No DOA: Date: 
Resolution: Disposition: QA: NIC Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 
E E 


Uc i of NC Verification 
ES me Uc i A Initial Action Description Sign & Section C Chief E QC E 
Chief Eng Chief Eng Date 


NOTE: Date & initial al! entries 


HMFORMSQuality Assurance\approved QA\NCRWO RevE 


Work "Order ID 54916 - 
January 5, 2010 9:45:T' PAM. f 


Item: ID: D206-642 241 

Revision ID: 

ftern Name: Replacement Skidtube 

Start Date: 05/01/2010 Start Qty, 1.00 


poner. 


I 


EL 


TN 
III 


llit 


Setup Start 
Stop 


Cust Hem ID: os 


Required Date: 18/01/2010 Req'd Gr: 1.00 BHH Cadoment qr ^ 
Reference: - 
M ED UA CA bo Sere TAT 
Approvals: Process Plan a Date _ Tooling: . .— | _ Date 
Sto 

ge Date | SPC (YIN): Date: aM 
Sequence ID/ — Operation EEG Set Üp) Draw Draw Plan Accept Reject Reject Insp. - 
Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 
310 0.00 
VERLA Ee l03-3 . ESI 
Packaging Memo 0.90 
Packaging Identify and pack for ties as per PPP ER. V 

APPLICABLE CLoation TPPP Z 4004 


muu 


Quality Control 


QC21- Final Inspection - Work Order Release 


Memo 


" W ZZ 


ME 10-2-4 


PUN T B k, 


Dart Aerospace Ltd 
WORK ORDER CHANGES , l 


Approval 
DATE | STEP Chief Eng / Approval 
nspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 


WORK ORDER NON-CONFORMANCE (NCR) 


i E Corrective Action Section B EM 
Description of NC — : — I Verification | Approval | Approval 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QAWCRWO RevE 


^ 


Single-Level Bill 
January 7, 2010 11:00:40 AM 


Criteria : Item ID: d206-642-241, All Product Families, All Item Types, Ali Categories, All Buyers/Planners, Effective Start Date: 1/07/10. 


Single Level Bill of Material Standard Report As of: 1/07/10 


Parent Item ID D206-642-241 Unit Measure Each 


Item Name Replacement Skidtube 


Item ID Item Name 


BOM Type Production 


N D3286-1 ! Doubler I 2.0000 Each 
Sei? Cap f 1.0000 Each 
D2600-1-160 Extrusion Round 3" 206 1.0000 Each 
Lblo 
2654.3 Web 1.0000 Each 
NCR3212-4-04 Cherry Rivet 52.0000 Each 
E D2649 Cross Bolt Spacer 18.0000 Each 
55 D3286-3 Spacer 2.0000 Each 
“>D2680-041 Nut Plate 1.0000 Each 
YCR3212-4-03 Cherry Rivet 2.0000 Each 
: 'CCR264883-3 Cherry Rivet 2.0000 Each 
502646 ancap ABO? | / 10000 Each 
NSD2651-1 Plug NZITO /¥ . 18.0000 Each 


AN960JD416 Washer iae Í 1.0000 Each 


~ D2651-3 O-Ring /Y6//4 - ¿Y 18.0000 Each 
S27039-1-08 Screw Eise? Hlo. 46.0000 Each 
ALS4-1032-130 Inset ¿(O SU p 44.0000 Each 
p Screw LX ( f 10000 Each 
MA Washer (CO 795. Z/G46.0000 Each 
b uu Wearpad 4/649. P um Each 


21624 | 


Replacement Item ID 


Page 1 of 2 


Replacement Item ID Qty/ Assy Unit Measure Eff. Start Date “spa /A/ 


12/05/09 $0765 LD n if 2 
120509 (y UYZAL Dion)? 


1/07/10 (y Squag D & oji[? 
12/05/09 ^O MESA y 137 1 BR 


10108. ^ zb l €D sus d yl. 
12/05/09 d 47//2. GD ke laf h3 
12/05/00 ZZ ëZ? (2) BE roy JE 
12/0509 Ü 55*66 D b i27 726 
10108 MNAP D M10/1720 Y 
1101/08 oui SAD y o//2o 
12/05/09 a. /^ A 3%. 

12/05/09 pA Jo- Ot 25. 

1/01/08 Bh oot -2B, 

12/05/09 yaa /o-017 28 

1/01/08 DK /0-Ct7 AS. 

1/01/08 D /o-Oi ^ 22, 

1/01/08 /o- ot- 838 

10108 JOL rd -a- BF . 


1/07/10 Hëlen: 27. 
ÉE 10-01-83. 


Parent Item ID D206-642-241 
Item Name Replacement Skidtube 


Single Level Bill of Material Standard Report Asof: 


1/07/10. 


Unit Measure Each 


Replacement Item I 


Item ID 


Item Name 


3537-3 
> 3535-13 


D3536-13 


D3535-21 
PS D3536-21 


3535-33 
Sas 


Wearpad 4 g C Q d 
Wearshoe 38584 
Gasket 32, p L 
Wearshoe 3 1 eot 


Gasket yA 20 10. 
Wearshoe 5 ( (HI ; 
Gasket 5 ( 5 45 


January 7, 2010 11:00:40 AM 


Replacement Item ID Qty/ Assy Unit Measure 


Í 1.0000 
Í 1.0000 
] 1.0000 
d 1.0000 
4 1.0000 
( 1.0000 
į 10000 


Single-Level Bill 


Eff. Start Date Eff. Stop Date 


í Each 
Each 
Each 
Each 
Each 
Each 
Each 


1/07/10 
1/07/10 
1/07/10 
1/07/10 
1/07/10 
1/07/10 
1/07/10 


> 
| 


BU o-i 29. 


Page 2 of 2 


[| [er |°] earner ` weem | 
pecu um e EE 
[ x] | mes o [sae assener — | 
CEMIS MONITO Ce A CERS 


WEB 
Pa j i Tess — — AFT CAP 


rie Tis |: ae — — |GROSSBXISPACR À 


Ee En A aa PO ETSI AEE al 
44 ALS7-1032-138 INSERT (or AKS4-1032-130, ALS4-1032-130, — | 
ALST-1032-130) | 


[2 | 2 | 2 mona ^" wasa —5 0 10 0 — | 
| 2 | 2 | 2 |ccmeesss O JI 
| 2 | 


FINISH: -CHEMICAL CONVERSION COAT PER DART QS! 0054.1 
-POWDER COAT WHITE (4.3.5.1) PER DART QS! 005 4.5 
-BLACK ANTI-SKID PAINT AS INDICATED TO 0.5 ABOVE LOCATION RIDGE PER 
DART QS! 005 4.4 
TOLERANCES: PER DART QSI 018 UNLESS CTHERVASE NOTED 
UNITS: INCHES UNLESS OTHERWISE NOTED 
BREAK SHARP EDGES: 0.005 TO 0.010 MAX 
IDENTIFICATION: NONE 
WEIGHT: WA 
WELD PER DART QS 00% 
DAMAGE TOLERANCE ON PWD BEND: 
THERE SHOULD BE NO VISIBLE V/RINKLES IN THE BEND FROM THE GROUND TO A HEIGHT OF 5 INCHES ABOVE THE 
GROUND. 17 IS ACCEPTAGLE TO POLISH OUT GOUGES UP TO 0620 DEEP IN THE BENT PORTION OF THE TUBE. A 
MAXIMUM REDUCTION IN DIAMETER OF 0.150" 1S ACCEPTABLE TN THE BENT PORTION OF THE TUBE. 
) BOND WES INTO QUTER TUBE VITH SIKAFLEX-2¢ 17-221 ADHESIVE PER DART QS! 015 
) INSERT D2651-1 PLUG CY 02551-3 O-RING IN HOLES MARKED F^ {BOTH SIDES OF TUBE) 
) DRILL 20.257 FOR ALST-1032-130 INSERTS USING TEMPLATE G'T8036-1 ON -1 TUBE, DT8056-3 ON -3 TUBE. DT8056-5 ON -5 
TUBE, AND DT8058-7 ON -7 TUBE. INSTALL INSERTS AFTER FRESH. 
JTOLERANCES ARE PER DART CSI 018 UNLESS OTHERWISE NOTED 


s 7 6 5 


SHOP COPY 
m RETURN TO 
ENGINEERING 
UNCONTROLLED cor 
SUBJECT TO AMENDMEL: 
WITHOUT NOTICE 


WORK ORDER 
NO SLE . 


gd (01-08 


RELEASED 


DRAWING UPDATED TO CURRENT STANDARDS. SHT | 
6 ADDED. ALL SECTION AMD DETAIL VIEWS i 
TRANSFERED TO SHT 5. SHT 1 IN PL PART D2648 QTY I AUS 
UPDATED. SHT 6 SECT C-C GRIND INSTRUCTIONS 


Li TE 7 f 230 
RMOVE CBORE, CHG DRILL, ADO CHAMFER 


= DELETED FROM NOTE 7 (SEE NCR NA 
Les | 
ER C NN EIE] 
MOD GROUND HANDLING ON D2650-11-3 
SS 
| B | AS MANUFACTURED CHANGES — POS] 570625 
| ^ | newissue | os | saz 
DESCRIPTION BY DATE 


š DRAWING NO. REV. F 
ZE 107650 SHEET iore 


C1897 HY GAR? KSXCSPACE 
DATE 08.08.08 TOU EET CM 
ARCA Get" EECH VIDA. 
3 2 3 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


Approval Approval 


QC Inspector 


DATE | STEP PROCEDURE CHANGE Chief Eng / 


Part No: . ..PAR #: Fault Category: NCR: Yes No DOA: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective E “Section B 


D owe Dd LC LAE of NC 


LC LAE A 


NOTE: Date & initial all entries 
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63.85 13.50 | 
53.850 - 10.00 I D 
5.00 —e»l | 
Em" 
5 HOLES > Se PITCH 1922 p 


2.00 TO 


de Ss WEB 
5.225 = 


NG CBORE THIS HOLE, DETAIL A 

A 02654-1 WEB 20375 np DETALB — 

REF 17 PL PER SIDE Ce 
, c 
See 19.0002 


pea a 73.4 TO BEND TANGENT 
96.5 


D2650-1 BENDING/DRILLING DETAIL 


FINISH HOLES PER DETAIL D czs 


DETAIL F 
^35 


J DETAL E ars 


RELEASED | 


2 77/4 
pesien. | DS | DART AEROSPACE USA, INC 
Drawn | A PORT HADLOCK, WA j^ 
[CHECKED S REV. F 
wee seg | e 02550 SHEET 20r 8 


t= | JM | sac) 


THLE 
DEAPPR.  ] — 206/407 SKIDTUBE ASSEMSUES NTS 


DATE COPYRIGHT © 1337 BY DART AENGEPACE USA, WIC 
08 08 08 TA EST IG MWA TE SNO COMPODFTAL AND E QPPL GD ON CHE PRA COMETTION PART TENE 
isa 28) Wasipiqa SAT SA EEE en E 
2 EA 


D2650-1 ASSEMBLY/FINISHING DETAIL 


Dart Aerospace Ltd 
WORK ORDER CHANGES 


Approval Approval 


Prod Mar QC Inspector 


DATE | STEP PROCEDURE CHANGE By Chief Eng / 


Part No: — PARÆ#: Fault Category: NCR: Yes No DOA: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


ES ee NL A of NC Pomtective a cuon- see EH Ed Hess eredi 


Approval 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevE 


68.50 i 15.50 
63.50 10.00 
53.500 
DETAIL A 5.00 - D 
066 
30.90 m 
no 5 HOLES @ 7.725 PITCH ; Es 
ay GG. sm * 
3.975 I 
`. Gier ES 2.00 TO 
` ay ⁄ ; o re— E WEB 
¡OS Ge K A) 1] 
DO NOT CBORE THIS HOLE, DETAIL A 
D2654-3 WEB Sui ON EITHER SIDE DETAIL B. 
PLE ] 7.00 f 
18 PL PER SIDE SC 21.002 c 
17.1 
: 87.0 TO BEND TANGENT 
REF 3 
104.1 
D2650-3 BENDING/DRILLING DETAIL 
B 
DETAIL F 
Ase FINISH HOLES PER DETAIL D m26 DETAIL E 
AF 


ANTI-SKID PAINT 
3PL 


P P P 


D2650-3 ASSEMBLY/FINISHING DETAIL Ms See 
CIEN um DART AEROSPACE USA, INC | 
[ A | 


PORT HADLOCK, WA 
= = a 
ee eg | ZZ | D2850 scr aos 
IURE 2 -— 
nae [| —Ë Së 206/407 SKIDTUBE ASSEMBLIES wel 
PATE 08.08.08 EE 
CTRA VEFUMCTROM CN JANT AEROBPACE USA. TC. 


Dart Aerospace Ltd 
WORK ORDER CHANGES 


Approval 
DATE | STEP PROCEDURE CHANGE Qty | Chief Eng/ S abii 
Prod Mar nspector 


Part No: . PAR tt: Fault Category: NCR: Yes No DOA: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 
CR WORK ORDER NON-CONFORMANCE (NCR) 


m Corrective Action Section B pom 
Description of NC — ç — - Verification | Approval | Approval 
Chief Eng Chief Eng Date 


I 


H:\fFORMS\Quality Assurance\approved QANCRWO RevE 


BETAS A 
Ge 


. 30.90 
I RIGLI 5HOLES Q 7.725 PITCH 
o 


90.375 E 
19 PL PER SIDE 250031. 4 2.500 


D2654-5 WEB 
990.625 


THIS LOCATION ONLY 
BOTH SIDES 


100.3 TO BEND TANGENT 


D2$50-5 BENDING/DRILLING DETAIL 


FINISH HOLES PER DET ATL. D 
€$ >P. 


P 


P 


D2650-5 ASSEMSLY/FINISHING DETAR 


28.18 


10.23 2.00 TO 


ANTI-SKID PAINT 


DETAIL A 
Ce 


DETAIL E as 


— a 


Tee |] DART AEROSPACE USA, INC | 


DRAWN | A/S | PORT HADLOCK, WA 
CHECKED | A | @RawINGNO. REV. F 
roam | GE [asso SHEETACES 


[APPROVED | | A SCALE 
GE 206/40? SKIDTUBE ASSEMBLIES ETS 


DATE COPYRIGHT € 1597 BY DARTAEROSPACE USA NIC. 
PAS COOLEST D PAA LE ECHTEN AKD ALEM Om Ps EIAS. COMI ZWA TROIS. 
08.08.08 D 
WV TIR CERN DART MDAA BA, INC. 


Dart Aerospace Ltd a 3 
W/O: WORK ORDER CHANGES 


Approval 
DATE | STEP PROCEDURE CHANGE Y | Chief Eng/ Approval 
Prod Mgr nspector 


GE 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


m Corrective Action Section B D. 
Description of NC — - — - Verification | Approval | Approval 
STEP Section A Initial Action Description Sign & Section C Chief Eng QC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevE 


E» 


" DETAIL A 
C86 


E 30. 90 2 ur 
S HOLES @ 7.725 PITCH T 17.950 : 
R30+1 | ^ 
i i 1023 n 2.00 TO 
< d NES ESP: zd wes 
— N N 
SEEN ee A a a AE 
90.375 | 
WA 23 PL PER SIDE Se mE f 
WEB 90.625 DETAIL A 
THIS LOCATION ONLY CBE 
BOTH SIDES c 
10.000 
1774 
121.5 TO BENO T. NT 
REF 1 — — — 1215 TO BEND TANGE 
138.6 


D2650-7 BENDING/DRILL DETAIL 


TAIL F 
A35 


ANTI-SKID PAINT 


FINISH HOLES PER DETAIL D c26 


— ONG RS DART AEROSPACE USA, INC 


DRAWN | A/ | PORT HADLOCK, WA 


Dart Aerospace Ltd f f 
WORK ORDER CHANGES 


Approval 
DATE |STEP PROCEDURE CHANGE By Date | Qty | Chief Eng / Approval 
Prod Mar nspector 


Part No: PAR #: Fault Category: NCR: Yes No DOA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 


NOTE: Date & initial all entries 
HMFORMSQuality Assurance\approved QA\NCRWO RevE 


au WAW W E EM Noy af. 


4 Ld ` 
s 
-> 
8 7 6 5 4 3 2 1 
SECTION C-C c7s 
5.000 DRILL #30, CSINK 20 229x100" SCALE NONE 
INSTALL CR3212-4-04 RIVET 0.425 
3253 26 PER DOUBLER TYP D 
1250 D2649 SPACER 
UN get | 
AFTER DRILLING AND BENDING ASSEMBLE SK 
= PERFORM THE FOLLOWING FOR 00.375 
= - Dr D3286-3 SPACER KOLES ONLY: oW Š 
` 2PL 1. CHAMFER HOLE 0.030 X 45° 
$0315 - 2. INSERT D2649 SPACER 
REF at T Oe aoe mie ÁREA PE " 3. WELG INTO PLACE AND GRINO FLUSH 
. ha 4 3 
A t > Sen eee SHOWN E EE . CBORE TO 90.313 X 0.75 DP 
‘ENLARGE TO 20.525 iN TUBE 2. LOCATE & DRILL DI285-1 DOUBLER REF 
USING OT3286-1T1 
DETAIL A > ZET PER SIDE 3. ENLARGE HOLES IN D3285-1 TO 00.500 
07-2 4. ENLARGE HOLES IN TUSE TG 90.625 
SCALE 2K C23 DETAIL B e AND CHAMPER HOLE 0.030x<5° DETAILD 
073 — TEST ose 5. RIVET D3286-1 TO TUBE FOR 90.375 HOLES ONLY 843 
C24 SCALE 2X 8. INSERT D3285-3 SPACER SCALE 2X Bet c 
D'A 7. WELD IN PLACE. ya BAS 
C24 
De-5 
Se CCR264SS3-3 RIVET 2 PL 
0400 5 MS27039-4-06 SCREW (1) : 
SIKAFLEX-241/281 AN960JD416 WASHER (1) opcre 
END OF D2646 H 
WEB AFT CAP CR3212-4-03 RIVET 2 PL 2. REMOVE RIOGE ON FWD SIDE 
DRILL #8 02690-041 NUTPLATE (1) 3. LOCATE D2647 (TRIM AS NECESSARY) 
20204 REF 02647 CAP (1) 4. WELD 02647 IN PLACE PER DART ASI (04 B 
5. GRIND FLUSH 
ch 6. RIVET D2580-041 NUT PLATE IN PLACE 
BORE OUT END MS27039-1-08 SCREW (1) Y 
OF SKIDTUBE AN9S0JD 10. WASHER (1) 1 NOTE: MASK THREADS IN D2682-041 PRIGR 
TO 0.75 DEPTH 2PL s TO FINISH 
AND 0.6T0 WALL REMOVE RIDGE ON 
INSIDE OF SKIDTUBE 
Seed LEAVE 0.670 MIN 
DETAIL E >; DETAIL E 4. 
SCALE2X 823 SCALE NONE 883 7 
DÉI ees Y 
W/O oZ 
[pesen ` Ce | DART AEROSPACE USA, INC 
DRAWN | A | PORT EXDLOCK, WA |^ 
[CHECKED — | A _ Joram wo. REV. F 
MFG.APPR | Z | SHEET 6 OF 6 
bern | 48 fame 
og ees | Rs 208/407 SKIDTUBE ASSEMBLIES 
DATE COPYRIGHT E 1957 EY CART AESOEPIVCE USA, INC 
08.08.08 EEN 
fr AEA 
8 7 6 5 4 3 2 4 


Dart Aerospace Ltd | 
WORK ORDER CHANGES 


a š Approval 
Pu STEP | PROCEDURE CHANGE : y Date Chief Eng / Approval 
Prod Mor nspector 


Fault Category: NCR: Yes No DQA: Date: 
QA: N/C Closed: _ Date: 


Part No: PAR #: 


Resolution: Disposition: 


NCR WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 
Description of NC - — Verification | Approval Approval 
zm | ene Section A Initial Action Description Sign & Section C Chief Eng | QC'Inspector 
Chief Eng Chief Eng Date 


GË 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurancelapproved QA\NCRWO RevE 


NO. ai. 
AWS D17.1.2001 


QUALIFICATION TEST RECORD 


Name: ace ea EU, sk. 
Job number: Bact. 9 223 << 
Part number: Doo wao | 
Description: AC -sk; 
Welding Process: Tigh] Mig| ] 
Base materie: Nunintan 


Current: ACLA DC[ ] 


TEST REQUIREMENTS AND RESULTS 


Visual: pass[ví fail ] 
Penetration: pass[ A fail ] 
UNACCEPTABLE 

Cracks: pass[Á fail ] 
Undercut: pass[ 4, fail[ ] 
Pin holes: pasi / fail[ ] 
Overlap (cold lap) pass[/]  fanl ] 
Porosity (surface): pasi A fail[ ] 
Coloration: pass[/] faili ] 


Date of Test Coupon GG. 413 
; YA Date of Test Coupon C9. 7 e Z; 


The above named individual is qualified in accordance with AWS D17.1.2001 to weld 


H:\FORMS\Production\approved.prod.\Welding Coupon. Rev. A 


